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Tn the aaiins 

1. (Cancelled) 

2. (Cancelled) 

3. (Cancelled) 

4. (Cancelled) 

5. (Cancelled) 

6. (Cunently Amended) Amethodforcontinuouslycoatingcoresofgum 

material comprising: 

(a) contrauouslyintioducingcoresofgumniaieriaiaomtoaninleiend 

3* of a rotating druni member 

(b) transporting the cores of gum material from said inlet end 3» to an 

outlet end 3^ of said drum member; 

(c) applying -f^ r^Mt^'nn^y^o^ a coating material 50 on said cores of 
gummaterial inside said drum member ^ffltil said layers of coating maTffiial form an outer 
.u„i .hnntn.l-Q.5 ^«»^^ th^rW.. «ndahont 70-40% by wet phtofthg final 

products ; 

(d) drying6«4€ea6i«fl!ecoatedcoiesofgummatetialbyciiculat^^ 

heated air 53- inside said drum member, and 

(e) incUning said drum member relative to the horizontal in order to 
insure that the first cores of gum material introduced into said inlet end of said rotating 
drum member are substantially the first cores of gum material to be exhausted from said 

outlet end of said drum memberri 

o>hAn.m RTTinoth. thicV <ih«Hs of the co? »rin pr material are formed on the cores 

pii T^ .n.r.rial coninara M ^ to r.n«riiigs fomipd by batch-type coating T?T9Pesses but in a 

7. (Original) The method as redted in claim6 further coni{ajsing the 
step of applying at least one initial coaling of material on the cores of gum material prior 
to step (a). 
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8. (CuirenUy Amended) Thenjethodasredtedindaim6wherm 

at least two drumnistnbers34^«iid^aicim>^^ 

step of tratisporting the cares of gumrmterialfromafirstdrumn^^^ 

member. 

9. (Currently Amended) The method as recited in claim % 7 
farther comprising the step of changing the formula of said coating material from the 
coating material used to form said at least one initial coating of material to the coating 

material used to introduc e iirt e in said drum member. 

10. (Amended) HiemethodasredtedinclaimSfuithercomprisingthe 

stepofprovidingafirstformuUofcoatingmaterialusedtointroduceintosaidte 
member and a second and different formula of coating material ased to spray into said 

second drum member. 

11. (Amended) A method as recited in claim 8 further comprising the 

step of pi^vWfflgktrQdudngdrying air m^^ said first drum member and said secQnd^nmi 
n,.Tnh^. the drvinr ^"titviuced into first drinn ^pember beinR at a lower 
teroperanire than the drying air introduced into said second drum member. 

12. (Original) A method as recited in claim 6 wherein said coating 

materials are applied by spraying in a liquid form. 

13. (Currently Amended) A method for coniinuottsly coating 
individual pieces of gum mataial comprising: 

introducing scored sheets of gum material into a mixer, 

rotating said mixer to break up the sheets of gum material into individual 

pieces of gum material; 

transferring the individual pieces of gum material into a first rotating drum 

member having an inlet end and an outlet end; 

transporting the individual pieces of gum material firom said inlet end to 

said outlet end; 

applying at least a pluraUty of first coatings of a first material on said 
individual pieces of gum material in said first rotating drum member; 
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cooUng the individual pieces of gum material in said first rotating drum 
member with air at a fust temperatme to prevent the individual pieces 9f rwP) P^terial 

from sticking together; 

incUmng the first rotating drum member v«*toasufficicnt extent toinsure 

that the fust individual pieces of gum material introduced into said inlet end are 
substantially the first pieces of gum material to be exhausted from the outlet end; 

transf ening the mdividual pieces of gum material to a second rotating drum 
member having an inlet end and an outlet end; 

transporting said individual pieces of gommaterialfromtheinletendtothe 

outlet end of said second rotating drum member; 

applying atloaot a plurality of second coatings of a second material on said 
individual pieces of gum material in said second rotating drum member; 

said nluralitv of first coatmes a nd said plurality of second coatinRS fonninft 
iiTi niit«r.<heUon ^».^H r.nres abontO ^ mm in thicknp^ and about 20-40% by weigh^ Qf 

ifae fmal products; 

drying said individual pieces of gum material in said second rotating drum 

memberby circulation of air thenan, said air being heatedtoasecond temperature higher 
dian the temperature of air in the first rotating drum member; 

inclining said secondiotating drum member a sufficient extent to insure that 
the first individual pieces of gum material introduced in the inlet end of said second 
rotating drum member are substantially the first fieee pieces, of gum material to be 
exhausted from the outlet end of said second rotating drum member, 

wherein a smooth, thick shell of coating materials is formed on each of said 
pieces of gum material comparable to coatings formed by batch-type coating processes 

9bA ^ in a faster manner. 

14. (Currently Amended) A method for continuously coating 
individual pieces of gum material to provide a smooth, thick shell of coating material 
thereon, comprising: 
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transferrmg the individual pieces of gumuiaterial imo a first rotating dium 
member having an inlet end and an outlet end; 

tiansporting the individual pieces of gum material from said inlet end to 

said outlet end; 

applying M4easi a first eea^ cLural^W Pf coatings of a first material on 
said individual pieces of gum material in said first rotating drum member; 

cooling the individual pieces of gum material in said first rotating drum 
member with air at a first teuapcrature to prevent the hidividual pieces of OTIP material 

from sticking together; 

incliningtheflrsirotatingdmmmemberwitf^toasuffidentextenttoins 

that the first individual pieces of gum material introduced into said inlet wid are 
substantiaUy the first pieces of gum material to be exhausted from the outiet end; 

transferring the individualpieces of gum material to a second rotating drum 
meinber having an inlet end and an outlet end; 

transporting said individual pieces of gummaterialfnimtheinleiendtothe 

outlet end of said second rotating drum member; 

applpnc nt Ifinnt a "^f ^"'^ .».>ati-ppiiiralitv of coatings of a second material 
on said individual pieces of gum material in said second rotating dnim member. 

said plurality of first coatings and pluraHtv of second coatings forming 
,n nntPT on said corp.. ahout Q. 1^.5 m m in thickness and about 2040% t^Y ^^MS^ 

gie final products.; 

drying said individual pieces of gum material in said second rotating drum 
memberby circulation of air therein, said air being heated to a second temperature higher 
than the temperature of air in the first rotating drum member; 

inclining said second rotating drum member a sufiScient extent to insure that 
the first individual pieces of gum material introduced in the inlet end of said second 
rotating drum tnember are substantially the first pieee HS£gs of gum material to be 
exhausted from the outlet end of said second rotating drum member; 
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wherein a smooth, thick shell of coating materials is fonned on each of said 
pieces of gum material comparable to coatings fonned by batch-type coating processes 

but in a faster manner. 

15. (Cunently Amended) A method for continuously coating cores 

of gummaterial to provide a smooth, thick shell of coating material thereon comprising: 

(a) continuously introducing cores of gum material into an inlet end of a 

rotating drum member, 

(b) transportingthecorcsofgummaterialfromsaidinlctendioanoutlet 

end of said drum member; 

(c) applying plurality of layers of a coating material on said cores of 
gum material inside said drummeniber nntil said layers of coaling materia) fgrm an outer 
.HrII on said cores abnnt 0.1-0.5 mm i ^thft thickness and about 20-40% byweifihtpf the 
final products: 

(d) Hryi ng flatri mnHnf r the coated cores Of gum material by circulation of 

heated Jdr inside said drum member, and 

(e) inclining said drum member relative to the horizontal in order to 
insure that the first cores of gum material introduced into said inlet end of said rotating 
drummember arc substantially the first cores of gummaterial to be exhausted ftom said 

ouUet end of said drum member; 

wherein a smooth, thick shell of coating materials is formed on each of said 
pieces of gum material con^»arable to coatings formed by batch-type coating processes, 

and ]2ut in a faster manner. 

16. The method as recited in claim 15 wherein saidoutar shell comprises 

about 30-35% by weight of the final products. 

17. The method as recited in claim 6 wherein said outer shell comprises 

about 30-35% by weight of the final products. 

18. The method as recited in claim 13 wherrin said outer shell conqttises 

about 30>35% by weight of the final products. 
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19. The methodas tecitedindaiin 14 whadn said outer sheU comprises 
about 30-35% by weight of the final products. 
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